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Description 

FIELD OF THE INVENTION 

[0001] The present invention relates to disposable ab- 5 
sorbent articles comprising improved low-cost tape tab 
closure members, and more specifically to disposable 
absorbent articles comprising improved, low cost, one 
or two-piece tape tab fasteners that can be produced 
on-iine with the articles to which the tape tabs are to be '0 
joined. 

BACKGROUND OF THE INVENTION 

[0002] Disposable absorbent articles, such as dia- 15 
pars, training pants, incontinence garments, feminine 
hygiene garments and the like have become very pop- 
ular in the market place today. Typically, adhesive tape 
tabs fasteners are used to secure the absorbent articles 
about the waist of the wearer. Such fasteners are gen- 20 
erally manufactured separately from the articles to 
which they are attached, For example, it is common for 
the nianufacture of tape tabs to take place in different 
facilities than the manufacture of the article chassis, and 
at a different time. Generally, tape tabs are manufac- 25 
tured by applying a release agent to a backing and wind- 
ing the backing onto a roll. The roll of backing material 
treated with the release agent is then unwound and 
coated with fastening adhesive, forming a tape stock. 
The tape stock is then rewound onto rolls for shipping. 30 
Finally, at the place of manufacture of the article chassis, 
the tape stock is unwound, cut to size, and joined to the 
articles. 

[0003] US-A-3 921 638 discloses a diaper with pleat 
securing tape means and the further features of the pre- 35 
amble of claim 1. 

[0004] An overriding consideration in the construction 
of a disposable and/or absorbent article is the cost of 
manufacturing the article. The present invention pro- 
vides a reduced cost disposable absorbent articles com- ^0 
prising improved two-piece tape tabs. If desired, the 
tape tabs can be manufactured concurrently with the ab- ^ 
sorbent articles to which they will be joined and in the 
same location, eliminating the need to rewind the tape 
stock or prepare it for shipping. This also eliminates the ^5 
need to coat the non-adhesive surface of the tape stock 
with a release agent, simplifying the process of manu- 
facturing the tape tabs and reducing the overall cost of 
manufacturing the articles to which the tape tabs are 
joined. 50 
[0005] Alternatively, one-piece tape tabs may be pro- 
vided having all of the benefits of the two-piece tape 
tabs. A preferred embodiment of the present invention 
- comprises a one-piece tape tab joined to each of the ear 
flaps of the article. At least a portion of the article adja- 55 
cent the end of the tape tab which is permanently joined 
to the ear flap is mechanically manipulated so as to pro- 
vide a release surface for releasably storing the fasten- 



ing end of the tape tab. This embodiment eliminates the 
need for an added release agent or material, and thus, 
further reduces the overall cost of manufacturing the at>- 
sorbent article. 

[0006] Therefore, it is an object of the present inven- 
tion to provide a disposable absorbent article compris- 
ing a low cost, two-piece tape tab. 
[0007] It is another object of the present invention to 
provide a disposable absorbent article comprising a low 
cost, one-piece tape tab. 

[0008] It is yet another object of the present invention 
to provide disposable absorbent article comprising a low 
cost tape tab having improved process ibility and hy- 
giene. 

[0009] It is still a further object of the present invention 
to provide an absorbent article comprising mechanically 
manipulated regions that act as release surfaces for the 
fastening ends of the tape tabs. 
[0010] These and other objectives of the present in- 
vention will be more readily apparent when considered 
in reference to the following description and when taken 
in conjunction with the accompanying drawings. 

SUMMARY OF THE INVENTION 

[0011] The present invention provides a disposable 
absorbent article comprising improved, low-cost tape 
tabs which may be manufactured on-line and concur- 
rently with the chassis of the absorbent article to which 
the tape tabs will be attached. The first step in manufac- 
turing the tape tabs is to provide a backing substrate 
upon which the adhesives of the tape tab can be applied. 
Once the backing is provided, a fastening adhesive is 
preferably applied to regions of one side of the backing 
substrate. (The fastening adhesive preferably functions 
as the adhesive used to fasten an element of the ab- 
sorbent article, such as a front waist region, to another 
element of the absorbent article, such as a rear waist 
region.) The backing substrate is then slit In a direction 
parallel to the machine direction and the release surface 
of a release substrate is placed in contact with the fas- 
tening adhesive, forming a laminate comprising the 
backing substrate and the release substrate. The re- 
lease substrate preferably covers the entire surface of 
the backing substrate upon which fastening adhesive 
has been applied. However, in a preferred embodiment, 
at least a portion of the backing substrate extends out- 
wardly in a direction parallel to the cross machine direc- 
tion beyond the longitudinal edges of the release sub- 
strate. The surface of the laminate, including the surface 
of the release substrate that is not in contact with the 
fastening adhesive, and any of the backing substrate not 
covered by the release substrate is then coated with a 
construction adhesive. (The construction adhesive is 
used to join the tape tabs to the absorbent article.) After 
the construction adhesive is applied to the surface of the 
laminate, the laminate is slit in a direction parallel to the 
machine direction and either rewound for shipping or 
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storage, or fed to a taper unit that is integrated into the 
absorbent article manufacturing line. The taper unit cuts 
individual tape tabs and applies them to the absorbent 
article chassis. 

[0012] An alternative embodiment of the present in- 
vention provides a one-piece tape tab manufactured by 
providing a backing substrate having a fastening adhe- 
sive applied to one surface. However, rather than utiliz- 
ing a separate release substrate to form a release sur- 
face for the fastening adhesive of the tape tabs, the 
backing substrate comprises an Integral release surface 
to which the fastening adhesive of the tape tab may be 
reteasably fastened. Another one-piece tape tab may be 
provided having a fixed end permanently bonded to at 
least a portion of the absorbent article. The permanent 
bond preferably not only joins the fixed end of the tape 
tab to the absorbent article, but also forms a region on 
the outwardly facing surface of the fixed end of the tape 
tab that may act as a release surface for the fastening 
adhesive. To reduce the amount of backing substrate 
needed, and to provide a larger release surface for the 
releasable end of the tape tab. an area of the absorbent 
article adjacent to the fixed end of the tape tab may be 
subjected to mechanical manipulation. The region of 
mechanical manipulation may form a region on the sur- 
face of the absorbent article that acts a release surface 
for the fastening adhesive disposed on the releasable 
end of each tape tab. 

BRIEF DESCRIPTION OF THE DRAWINGS 

[0013] While the specification concludes with claims 
particularly pointing out and distinctly claiming the sub- 
ject matter which is regarded as the present invention, 
it is believed that the invention will be better understood 
from the following description which is taken in conjunc- 
tion with the accompanying drawings in which like com- 
ponents have similar designations. 
[0014] FIG. 1 is a plan view of an absorbent article 
comprising one embodiment of the low-cost tape tab of 
the present invention. 

[001 5] FIG . 2 is a representative side view of the proc- 
ess for on-line manufacturing tape tabs for use with the 
absorbent articles of the present Invention. 
[0016] FIGS. 3a - 3f represent a plan view of one proc- 
ess for on-line manufacturing tape tabs for use with the 
absorbent articles of the present invention. 
[0017] FIG. 4 is a cross-sectional view of the laminate 
shown in Figure 3e. 

[0018] FIG. 5 is cross-sectional view of a two-piece 
tape tab. 

[0019] FIG. 6 is a cross-sectional view of the laminate 
that forms one embodiment of the one-piece tape tab of 
the present invention. 

[0020] FIG. 7 is a plan view of a portion of an absorb- 
ent article comprising a one-piece tape tab. 
[0021] FIG. 8 is cross-sectional view of a preferred 
embodiment of a two-piece tape tab. 



[0022] FIG. 9 is cross-sectional view of a preferred 
embodiment of an alternative two-piece tape tab. 
[0023] FIG. 10 is cross-sectional view of an alterna- 
tive preferred embodiment of an altemative two-piece 
5 tape tab. 

[0024] FIGS. 11a - 11c represent a plan view of the 
process for on-line manufacturing one-piece tape tabs 
for use with absorbent articles. 

[0025] FIG. 1 2 is a plan view of a portion of an absorb- 
10 ent article comprising one preferred one-piece tape tab. 

DETAILED DESCRIPTION OF THE INVENTION 

[0026] The present invention generally relates to dis- 
posable absorbent articles comprising improved tape 
tab fasteners. However, it should be noted that the arti- 
cle to which the tape tab fasteners are joined can be 
disposable and not an absorbent article as described 
herein, or can be reuseable absorbent articles, and thus, 
not disposable as defined below. As used herein, the 
term "absorbent article" refers to devices which absorb 
and contain body exudates, and more specifically, refers 
to devices which are placed against the skin of a wearer 
to absorb and contain the various exudates discharged 
from the body. The term "disposable" is used herein to 
describe absorbent articles which are not intended to be 
laundered or otherwise restored or reused as an absorb- 
ent article after a single use (i.e. they are intended to be 
discarded, and preferably, recycled, composted or oth- 
erwise disposed of in an environmentally compatible 
manner), A "unitary" absorbent article refers to an ab- 
sorbent article which is formed from separate parts unit- 
ed together to form a coordinated entity so that they do 
not require separate manipulative parts like a separate 
holder and liner. As used herein, the term "diaper" refers 
to an absorbent article generally worn by infants and in- 
continent persons that is generally worn about the tower 
torso of the wearer. It should be understood, however, 
that the present invention is also applicable to other ab- 
sorbent articles such as incontinence briefs, diaper 
holders, feminine hygiene garments, training pants, 
panties, underwear and the like. One preferred embod- 
iment of the present invention is the disposable absorb- 
ent article shown in Figure 1 . 

[0027] With reference to Figure 1 , an absorbent arti- 
cle, such as diaper 20, generally comprising a chassis 
having a pair of longitudinal edges 17. a liquid permea- 
ble topsheet 22. a liquid impermeable backsheet 24, 
and an absorbent core 26 between the topsheet 22 and 
the backsheet 24. The diaper 20 preferably further com- 
prises a front waist region 36. a rear waist region 38, a 
crotch region 37 disposed between the front waist re- 
gion 36 and the rear waist region 38, elasticized leg cuffs 
28. ear flaps 30, an elastic waist feature 32 and a fas- 
tening system 34 comprising at least one tape tab 40. 
(It should be understood that the front waist regions 36 
and the rear waist region 38 are defined as such merely 
as one preferred embodiment. However, embodiments 
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are contemplated wherein what is herein described as 
the front waist region could be the rear waist regions, 
and vice versa.) An example of a preferred absorbent 
article to which the tape tabs of the present invention 
may be joined is more fully and completely described in 5 
U.S. Patent No. 5.151.092 entitled "Absorbent Article 
With Dynamic Elastic Waist Feature Having A Predis- 
posed Resilient Flexural-Hinge**, issued to Buell et al. 
on September 29, 1992. 

[0028] In one preferred embodiment, an ear flap 30 io 
extends laterally outwardly from each of the longitudinal 
edges 17 of the chassis, preferably in at least the rear 
waist region 38. The ear flaps 30 may be integral with 
an element or elements of the chassis (i.e. extensions 
of the topsheet 22. the backsheet 24, or both), or may is 
be separate members joined to the chassis. Further, the 
ear flaps 30 may be single or multiple components which 
may include extensible or nonextensible materials. As 
shown in Figure 1. the tape tabs 40 are preferably dis- 
posed adjacent the distal edges 33 of the ear flaps 30. 20 
The distal edges 33 of the ear flaps 30 are disposed lat- 
erally outwardly from the proximal edges 31 when the 
diaper is in a flat-out, uncontracted state. (In Figure 1, 
the ear flaps 30 are shown to be integral members of 
the diaper 20, thus, the proximal edges 31 of the ear 25 
flaps are shown by the imaginary lines designated 31.) 
In embodiments where the ear flaps 30 are separate 
members, it is preferred that at least a portion of the 
proximal edge 31 of each ear flap 30 be joined adjacent 
one of the opposing longitudinal edges 17 of the chas- 30 
sis. The earflaps 30 may be joined by any means known 
in the art, including adhesives, heal, pressure, ultrason- 
ics or any combination thereof. Further, the ear flaps 30 
may be disposed on the topsheet 22. the backsheet 24 
or between the topsheet 22 and the backsheet 24, and 35 
may be joined to the topsheet 22, the backsheet 24 or 
both. 

[0029] One preferred tape tab is shown in Figures 8 
and 9. The tape tab 40 comprises a backing substrate 
52 comprising at least one construction adhesive 56 and 
one fastening adhesive 54. (However, it should be noted 
that the construction adhesive 56 may comprise the fas- 
tening adhesive.) The construction adhesive 56 is at- 
tached to the backsheet 24 and is separated from the 
fastening adhesive 54 preferably a distance greater 45 
than or equal to about 0.5mm. The construction adhe- 
sive 56 is preferably spaced inwardly from the backing 
substrate 52 edge 201 by a distance greater than or 
equal to about 0.5mm. The fastening adhesive 54 is 
preferably spaced inwardly from the backing substrate 5o 
edge 83 by a distance of greater than about 0.5mm. A 
release surface 50 is preferably attached to the topsheet 
22 by a permanent adhesive 56 which ends at a distance 
greater than or equal to about 0.5mm from edge 203 of 
the release substrate 50. In another preferred execution 55 
the permanent adhesive 56 also ends at a distance 
greater than or equal to about 0.5mm from edge 202 of 
the release substrate. (As used herein, the terms "per- 



manent adhesive" refers to an adhesive used to bond 
one element with another element, wherein the bond be- 
tween the elements is relatively strong such that the el- 
ements will not generally become unjoined during nor- 
mal use of the product.) 

[0030] An alternative preferred adhesive tape tab 40 
is shown in Figure 10. The tape tab 40 comprises a 
backing substrate 52 comprising a single adhesive 54. 
The adhesive 54 serves to join the backing substrate 52 
to the backsheet 24 as well as provide a surface which 
may be used for fastening. The adhesive 54 is prefera- 
bly inwardly positioned from edges 83 and 201 of the 
backing substrate 52 by a distance greater than or equal 
to about 0.5mm. The release substrate 50 is preferably 
joined to the topsheet 22 with a construction adhesive 
as described with regard to the tape tab of Figures 8 and 
9. 

Overall method of on-line manufacture of tape tabs 

[0031] The tape tabs 40 of the present invention may 
be made by first providing a backing substrate upon 
which the adhesives of the tape tab 40 can be applied. 
A fastening adhesive is applied to regions of one side 
of the backing substrate. The fastening adhesive may 
comprise any adhesive suitable for joining the fastening 
end of the tape tab to another element of the absorbent 
article, such as the front waist region 36. Examples of 
suitable fastening adhesives may comprise pressure- 
sensitive adhesives. cohesives and the like. The back- 
ing substrate is then preferably slit in a direction parallel 
to the machine direction and a release substrate is 
placed in contact with the fastening adhesive, forming 
a laminate comprising the backing substrate, the fasten- 
ing adhesive and the release substrate. The surface of 
the laminate, including the surface of the release sub- 
strate, as well as any portion of the backing substrate 
not covered by the release substrate is then coated with 
a construction adhesive which joins the tape tabs to the 
absorbent article. After the construction adhesive is ap- 
plied to the surface of the laminate, the laminate is pref- 
erably slit in a direction parallel to the machine direction 
and fed to a taper unit that is integrated into the absorb- 
ent article manufacturing line. The taper unit cuts indi- 
vidual tape tabs 40 from the laminate and joins the tape 
tabs 40 to the absorbent articles. This process is gen- 
erally illustrated In Figures 2 and 3. 
[0032] The tape tabs 40 may be produced on the ap- 
paratus 100. as shown in Figure 2. The apparatus 100 
comprises two separate process modules, process 
module 110 for providing a release substrate 50; and 
process module 112 for providing a backing substrate 
(or "backing") 52, applying a fastening adhesive 54 to 
the backing 52 and slitting the backing 52 prior to con- 
tacting the release substrate 50 to the fastening adhe- 
sive 54 disposed on the backing 52. . In a preferred em- 
bodiment, the apparatus 100 is integrated into a dispos- 
able absorbent article manufacturing line such that the 



4 



EP 0 877 589 B1 



tape tabs 40 are manufactured "on-line". (As used here- 
in, the term "integrated" means interconnected process 
modules that operate concurrently to produce finished 
products from source materials. The term "on-line" is 
used to refer to the process of manufacturing the tape 
tabs 40 of the present invention on an apparatus that is 
integrated with the manufacturing line that produces the 
absorbent articles to which the tape tabs will be joined.) 

The backing substrate 

[0033] Examining process module 112 in greater de- 
tail, a backing substrate 52 is provided and taken from 
the unwind roll 120. The backing substrate 52 may com- 
prise any material to which a fastening adhesive and a 
construction adhesive, such as a hot melt adhesive, 
may be applied. Some nonlimiting examples of suitable 
backing substrates include films, laminates, woven and 
nonwoven webs, foams, and the like. In a preferred em- 

} bodiment. the backing substrate 52 comprises a cellu- 

lose, polyolefin or polyester film ranging in thickness 
from about 0.0064 cm (2.5 mils) to about 0.01 3 cm (5.0 
mils) in thickness, more preferably about 4 mils in thick- 
ness. A polyolefin film that has been found to be partic- 
ulariy suitable for the backing substrate is the polypro- 
pylene film manufactured by the Exxon Chemical Com- 
pany of Lake Zurich. IL. under the trade name EX-377. 
A cellulose film that has been found to be suitable is 
manufactured by the Kimberly-Clark Corporation of Dal- 
las Texas under the trade name C-49490. 
[0034] As shown in Figure 2, the backing substrate 52 
is taken from the unwind roll 120 and passes through 
the S-wrap tensioning rolls 124 to provide proper ten- 
sioning and to prevent puckering or bunching of the 
backing 52. If necessary, a tracking system (not shown) 
as is commonly utilized and known in the art. may be 
employed in the process module 112 to optimally track 
and adjust the backing substrate 52 into the S-wrap ten- 
sioning rolls 124, A tracking system manufactured by 
the Fife Corporation of Oklahoma City, Oklahoma, and 

f sold as Model Op6 LRA may be suitable. 

[0035] Guide roll 126 guides the backing 52 into po- 
sition adjacent the adhesive slot coater 130 for applica- 
tion of the fastening adhesive 54. The adhesive slot 
coater 1 30 may be any adhesive slot coater as is known 
in the art. Similarly, the fastening adhesive 54 may be 
any fastening adhesive as is known in the art, including, 
but not limited to fastening adhesives, cohesives, sol- 
vent based adhesives or water based adhesives. Some 
examples of preferred fastening adhesives include the 
pressure-sensitive adhesives HL-1414 and HL-1350 
manufactured by the H. B. Fuller Company of St. Paul 
Minnesota, and H-2153 manufactured by the Findley 
Adhesive Corporation of Wauwatosa, Wisconsin. The 
adhesive slot coater 130 preferably applies the fasten- 
ing adhesive 54 to the backing 52 in a heated, liquid 
state. The construction adhesive 56 may be applied in 
any pattem as is known in the art. including but not lim- 



ited to lines, dots, spirals or a generally continuous layer 
of adhesive. The slot coater 130 preferably applies the 
adhesive 54 to the backing 52 such that adhesive free 
gaps 74, 75, and 76 are present. These gaps are pref- 

5 erably greater than or equal to about 0.5mm to aid in 
processibility (i.e., slitting, if required) and process hy- 
giene. After the fastening adhesive 54 is applied, the 
backing 52 is preferably directed to a chill roll 132 such 
that the fastening adhesive 54 is cooled and permitted 

10 to solidify on the surface of the backing 52. 

[0036] Once the fastening adhesive 54 has been ap- 
plied, and preferably cooled, the backing 52 is prefera- 
bly directed to a shear stitbng apparatus 134 that slits 
the backing 52 in a direction parallel to the machine di- 

15 rection. The slitting operation preferably slits the back- 
ing 52 within the adhesive free area 75. (It should be 
noted, however, in less preferred embodiments, the 
backing 52 is not slit and separated. In such embodi- 
ments, a single piece of tape tab stock 70 results rather 

20 than the multiple segments as described more fully be- 
low with regard to the preferred embodiments.) The 
backing 52 is then separated laterally at the slit. (As 
used herein, the term "laterally" is defined as the direc- 
tion perpendicular to the machine direction, or parallel 

25 to the cross machine direction.) The backing 52 may be 
separated by any means as are known in the art, includ- 
ing but not limited to any web spreader 1 36 as is known 
in the art. 

30 The release substrate 

[0037] The backing 52 comprising the fastening ad- 
hesive 54 is directed to a nip between the combining 
rolls 1 40 where the surface of the backing 52 comprising 

35 the fastening adhesive 54 is placed in contact with the 
release surface of a release substrate 50. The release 
substrate 50 generally comprises a base material and 
a release agent disposed on at least one surface of the 
base material. However, release substrates are availa- 

40 ble wherein the base material itself acts as a release 
agent, and thus, no other release agent is needed. The 
release agent may be applied to the base material "on- 
line", or at a time and/or location remote from the rest 
of the process described herein. The base material of 

45 the release substrate 50 may be any material as is 
known in the art, including, but not limited to films, lam- 
inates, woven and nonwoven webs, foams, and the like. 
Examples of suitable base materials for the release sub- 
strates of the present invention comprise cellulose ma- 

50 terials or polypropylene films, ranging in thickness from 
1 .0 to 5.0 mils. One preferred base material for the re- 
lease substrate 50 is the polypropylene film EX-399 
manufactured by the Exxon Chemical Company of Lake 
Zurich, IL. Another preferred base material for the re- 

55 lease substrate 50 is the cellulose film 1224212 manu- 
factured by the Rhinelander Paper Company of Rhine- 
lander, Wisconsin. The release agent may be any re- 
lease agent as is known in the art that will act as a re- 
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lease agent for the particular fastening adhesive 54 uti- 
lized. An example of a suitable release agent that works 
well with nnany different base materials and fastening 
adhesives is silicone. The Goldschmidt Company of Es- 
sen. West Germany manufactures silicone formulas that 
can be used as release agents under the trade names 
RC711 or RC726. (In preferred embodiments, the re- 
lease agent comprises a mixture of the RC711 and 
RC726 silicone formulas.) 

[0038] As shown in Figure 2, the release substrate 50 
Is taken from the unwind roll 122 and passes through 
the S-wrap tensioning rolls 138 to provide proper ten- 
sioning and to prevent puckering or bunching of the re- 
lease substrate 50. If necessary, a tracking system (not 
shown) as is commonly utilized and known in the art, 
may be employed in the process module 1 1 0 to optimal- 
ly track and adjust the release substrate 50 into the S- 
wrap tensioning rolls. As with the process module 112. 
a tracking system manufactured by the Fife Corporation 
of Oklahoma City, Oklahoma, and sold as Model Op6 
LRA may be suitable to ensure proper tracking of the 
release substrate 50 in the process module 110. 

Joining the backing substrate with the release substrate 

[0039] The surface of the backing substrate 52 com- 
prising the fastening adhesive 54 is contacted with the 
surface of the release substrate 50 comprising the re- 
lease agent as the substrates pass through the nip be- 
tween the combining rolls 140. The backing substrate 
52 and the release substrate 50 become releasably 
joined together, forming laminate 60. The laminate 60 Is 
directed to pass adjacent an adhesive spray nozzle 150 
where a construction adhesive 56 is applied to the sur- 
face of the release substrate 50. forming a tape tab stock 
70. The spray nozzle 150 may be any adhesive spray 
nozzle known in the art. including, but not limited to a 
J&M meltblown nozzle available from J&M Laborato- 
ries, Inc., of Dawsonville, Georgia or a Nordson spiral 
nozzle available from the Nordson Corporation of Nor- 
cross, Georgia. The construction adhesive 56 may com- 
prise any adhesive or combination of adhesives known 
in the art, including, but not limited to, pressure-sensitive 
adhesives. cohesives, solvent based adhesives or wa- 
ter based adhesives. Preferably, however, the construc- 
tion adhesive 56 Is a permanent hot melt adhesive. One 
such adhesive is the hot melt adhesive. HL-1 358, man- 
ufactured by the H. B. Fuller Company of St. Paul Min- 
nesota. The construction adhesive 56 may be applied 
in any pattern as is known in the art. including but not 
limited to lines, dots, spirals or a generally continuous 
layer of adhesive. In one preferred embodiment, the 
width of adhesive 56 is applied such that there is an ad- 
hesive free area of greater than or equal to about 0.5mm 
from the side edge 100 of the release substrate 50. It is 
also preferred to have an adhesive free area 101 parallel 
to the longitudinal centeriine L of greater than or equal 
to about 0.5mm. This aids processibility and hygiene in 



embodiments wherein the tape tab stock 70 is slit along 
the longitudinal centeriine L. 

[O04O] After the construction adhesive 56 is applied 
to the tape tab stock 70. the tape tab stock 70 Is prefer- 
5 ably directed to a second shear slitter 160 where the 
tape tab stock 70 is slit in a direction parallel to machine 
direction. The tape tab stock 70 is then separated at the 
slit by a tape tab stock spreader 1 82 and fed*directly into 
a standard taper unit 170 as is commonly known in the 
10 art. One suitable taper unit, as supplied by Curt G. Joa, 
Inc., of Sheboygan Falls, Wisconsin, feeds the tape tab 
stock 70 to a vacuum anvil roll where the tape tab stock 
70 is cut into individual tape tabs 40, spaced apart 
(slipped) and joined to the absorbent article. 
15 [0041] Alternatively, the tape tab stock 70 may be re- 
wound for storage or shipment and later fed into a taper 
unit on an absorbent article manufacturing line. If re- 
winding of the tape tab stock 70 is desired, it is preferred 
that the construction adhesive 56 have the ability to lose 
20 its adhesive properties during the period in which the 
tape tab stock 70 is wound and yet be able to reactivated 
upon demand at a later time. (As used herein, the term 
"reactivated" refers to the ability of an adhesive that has 
lost its adhesive properties to regain its adhesive prop- 
25 erties at a later time.) Some nonllmiting examples of ad- 
hesives that have the ability to lose their adhesive prop- 
erties and to be reactivated at a later time include hot 
melt adhesives, water activated adhesives, radiation ac- 
tivated adhesives and ultra-violet light activated adhe- 
30 sives. 

Preferred Tape Tab Embodiments 

a. Two-piece tape tab 

35 

[0042] One preferred method for manufacturing a pre- 
ferred two-piece tape tab is depicted in Figures 3a-3f. 
As shown in Figure 3a, a backing substrate 52, as de- 
scribed above, is provided having a longitudinal center- 
40 line L and a transverse centeriine T perpendicular to the 
longitudinal centeriine L (As used herein, the term "lon- 
gitudinal centeriine" refers to an imaginary line that runs 
parallel to the machine direction. The "transverse cen- 
teriine runs perpendicular to the machine direction and 
45 parallel to the cross machine direction.) The backing 
substrate 52 further comprises a first surface 80, a sec- 
ond surface 82 opposed to the first surface 80, and a 
pair of outer longitudinal edges 84. (As shown in Figure 
3c. the backing substrate 52 further comprises a pair of 
50 inner longitudinal edges 83 once the backing substrate 
has been slit.) 

[0043] Figure 3b shows a plan view of the backing 
substrate 52 after It has passed the slot coater 1 30, hav- 
ing the fastening adhesive 54 applied to the first surface 
55 80. In a preferred embodiment, the fastening adhesive 
54 is not applied to the entire first surface 80 of the back- 
ing substrate 52. Rather, it is preferred that the fastening 
adhesive 54 be applied continuously to the backing sub- 
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strate 52 in zones, preferably at least a first zone 86 and 
a second zone 88. (As used herein, the term "continu- 
ously" means a generally unbroken pattern.) The first 
zone 86 and the second zone 88 are preferably dis- 
posed transversely inwardly from the outer longitudinal 
edges 84 of the backing substrate 52. (As used herein, 
the term "transversely inwardly"* means toward the lon- 
gitudinal center! ine. The term "transversely outwardly" 
means away from the longitudinal centerline.) The area 
between the outer longitudinal, edges 84 of the backing 
substrate 52 and the zones 86 and 88 of fastening ad- 
hesive 54 creates fixed regions 74 and 76. These fixed 
regions 74 and 76 are preferably greater than or equal 
to about 0.5mm, to aid in processibllity and cleanliness 
of the process. 

[0044] The first zone 86 and the second zone 88 are 
also preferably transversely separated about the longi- 
tudinal centerline L. This leaves a nonadhesive area 75. 
preferably greater than or equal to about 0.5mm, be- 
tween the first zone 86 and the second zone 88 that can 
be used as a release tab 85. The non-adhesive area 75, 
also aids In processibllity by aiding the slitting operation 
134. The release tab 85. as shown in Figures 5 and 7, 
provides the user with a portion of the backing substrate 
52 which is free of fastening adhesive 54 and preferably 
not adhered to the release substrate or any other ele- 
ment of the diaper 20. Thus, the user may grasp the re- 
lease tab 85 and more easily open the tape tab 40. (As 
used herein, the term "open the tape tab" refers to sep- 
arating the fastening adhesive 54 disposed on the tape 
tab 40 from the release substrate 50 or any other surface 
to which the fastening adhesive 54 may be adhered.) 
However, if the first zone 86 and the second zone 88 
are not transversely separated about the longitudinal 
centerline L, alternative methods of providing a release 
tab 85 are available. The methods include, but are not 
limited to, folding a portion of the backing substrate 52 
adjacent the inner longitudinal edges 83 onto the fas- 
tening adhesive 54 disposed on the backing substrate 
52 (shown in Figure 5), or coating the backing substrate 
52 adjacent the inner longitudinal edges 83 with a re- 
lease agent or any other material that will prevent the 
fastening adhesive 54 in the area adjacent the inner lon- 
gitudinal edges 83 from adhering to the release sub- 
strate 50 or any other elements of the diaper 20. 
[0045] As shown in Figure 3c, the backing substrate 
52 is preferably slit along the longitudinal centerline L, 
forming two backing substrate segments, 90 and 92. 
(Embodiments are contemplated, however, wherein 
more than two zones of fastening adhesive 54 are ap- 
plied to the backing substrate 52 and wherein the back- 
ing substrate 52 is slit and separated into more than two 
backing segments.) The backing substrate segments, 
90 and 92, are preferably separated transversely before 
they are brought into contact with the release substrate 
50 (shown in Figure 3d), 

[0046] The release substrate 50 has a release surface 
94 and an adhesive surface 96 opposed the release sur- 



face 94. The release surface 94 is preferably comprises 
a release agent as described above, and is placed in 
contact with the fastening adhesive 54 disposed on the 
first surface 80 of backing substrate segments 90 and 

5 92. In a preferred embodiment, as shown in Figure 3d, 
the release substrate 50 at least partially covers both 
the first zone 86 and the second zone 88 of fastening 
adhesive 54; the first zone 86 being disposed on seg- 
ment 90 and the second zone 88 being disposed on the 

10 segment 92 of the separated backing substrate 52. 
[0047] Once the release surface 94 of the release 
substrate 50 contacts the zones 90 and 92 of fastening 
adhesive 54, the segments 90 and 92 of the backing 
substrate 52 become releasably joined to the release 

15 substrate 50, forming a laminate 60. The laminate 60. 
as shown in Figure 3e, has an outer surface 62, an ad- 
hesive surface 64, a longitudinal centerline LI and a 
transverse centerline T1 . The adhesive surface 64 of the 
laminate 60 comprises the adhesive surface 96 of the 

20 release substrate 50. As shown in Figure 2, the laminate 
60 is preferably passed adjacent a spray nozzle 1 50 that 
applies a construction adhesive 56 to the adhesive sur- 
face of the release substrate 50. The construction ad- 
hesive 56 may be applied to the entire adhesive surface 

25 96 of the release substrate 50. In a preferred embodi- 
ment, as shown in Figure 3e, however, the construction 
adhesive 56 is applied laterally inwardly from the side 
edges 100 of the release substrate 50 up to about 0.5 
mm to ensure the cleanliness of the process. (As noted 

30 above, the adhesive may be applied continuously or in 
any pattern.) In another preferred embodiment, the con- 
struction adhesive applied in transversely separated 
zones such that an adhesive free area 101 is present 
preferably parallel to and juxtaposed or coincident with 

35 the longitudinal centerline LI . The adhesive free area 

101 is preferably greater than or equal to about 0.5mm 
to aid in the slitting operation that takes place at shear 
slitter 160. The construction adhesive 56 preferably 
comprises a permanent, hot melt adhesive as described 

40 above, 

[0048] After the construction adhesive 56 is applied 
to the adhesive surface 96 of the release substrate 50, 
the laminate 60 is preferably slit along its longitudinal 
centeriine LI and separated to form tape tab stock 70, 
45 as shown in Figure 3f. The tape tab stock 70 has a lon- 
gitudinal centerline, a transverse centerline perpendic- 
ular to the longitudinal centerline, an adhesive surface 

102 and a non-adhesive surface 104. The tape tab stock 
70 is preferably fed directly into the taper unit 170 that 

50 can be integrated into the absorbent article manufactur- 
ing line. The taper unit 170 cuts the tape tab stock 70 in 
a direction parallel to the transverse centerline to form 
the individual tape tabs 40. The taper unit 1 70 then joins 
the adhesive surface 102 of the tape tabs 40 to individ- 

55 ual absorbent articles manufactured concurrently with 
the tape tabs 40. 
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b. One-piece tape tab 

[0049] A preferred one-piece tape tab is shown in Fig- 
ure 7. The tape tab 40 may be joined to the absorbent 
article with a permanent construction adhesive as de- 
scribed above with regard to the two-piece tape tab. In 
this embodiment, the steps described above relating to 
the preparation of a backing substrate 52 comprising 
zones 86 and 88 of fastening adhesive 54 are followed. 
As shown in Figure 6, the fastening adhesive 54 is pref- 
erably applied in zones that are transversely separated 
about the longitudinal centerline L3 such that the width 
between the zones is greater than or equal to about 
0.5mm. However, before the backing substrate 52 is slit 
and separated, a construction adhesive 56 is applied to 
the second surface 82 of the backing substrate 52. Pref- 
erably, the construction adhesive 56 is applied continu- 
ously to the backing substrate 52 in zones, rather than 
to the entire second surface 82 of the backing substrate 
52. The zones of construction adhesive 56 are prefera- 
bly transversely separated about the longitudinal cen- 
terline L3. Further, as shown in Figure 6, the zones of 
construction adhesive 56 are preferably disposed trans- 
versely inwardly or transversely outwardly from the 
zones of fastening adhesive 54 and preferably disposed 
Inwardly from edge 84 greater than or equal to about 
0.5mm. This ensures that at least a portion of the back- 
ing substrate 52 comprising the fastening adhesive 54 
can be folded over the flrst surface 80 of the backing 
substrate 52 to form a tape tab 40 once the backing sub- 
strate 52 is slit into segments. 

[0050] The backing substrate 52 is preferably slit 
along the longitudinal centerline L3 and separated, 
forming at least two backing substrate segments as de- 
scribed above. These backing substrate segments are 
fed directly Into a taper unit 170 which cuts the backing 
substrate segments into individual tape tabs 40. Each 
individual tape tab has a fixed end 77 and a releasable 
end 78. The releasable end 78 preferably comprises the 
fastening adhesive 54 applied to the substrate backing 
52. (In especially preferred embodiments, the releasa- 
ble end comprises a release tab 85 as described above.) 
The fixed end 77 preferably comprises the construction 
adhesive 56 disposed on the second surface 82 and a 
release surface 95. The release surface 95 may com- 
prise any release agent known in the art. including but 
not limited to, silicone, wax, or clay; or the release sur- 
face 95 may be formed by Impregnating predetermined 
portions of the backing substrate 52 with a release 
agent, or by embossing or bonding the backing sub- 
strate 52 such that a release surface 95 is formed. Al- 
ternatively, a backing substrate 52 may be chosen that 
comprises areas of differing molecular structures, such 
as laminates or coextruded films, wherein at least a por- 
tion of the first surface 80 of the backing substrate 52 
acts as a release surface 95. 

[0051] Finally, the tape tab stock 70 is fed into a stand- 
ard taper unit as is commonly known in the art. One such 



unit, as supplied by Curt G. Joa. Inc.. of Sheboygan 
Falls. Wl, feeds the tape tab stock 70 to an anvil roll 
where the tape tab stock 70 is cut into Individual tape 
tabs 40. The Individual tape tabs 40 are then slipped 
5 (spaced) and the fixed end 77 of each tape tab 40 Is 
joined to the absorbent article by means of the construc- 
tion adhesive 56 disposed on the second surface 82 of 
the backing substrate 52. 

[0052] Another preferred one-piece tape tab is shown 

10 in Figure 12. As described above, the tape tabs 40 may 
be made by first providing a backing substrate upon 
which the fastening adhesive of the tape tab 40 can be 
applied. Figure 11 shows the backing substrate 52 hav- 
ing a longitudinal centeriine 200 and a transverse cen- 
ts teriine 210 perpendicular to the longitudinal centeriine 
200. The backing substrate 52 further comprises a first 
surface 80, a second surface 82 opposed to the first sur- 
face 80, and a pair of outer longitudinal edges 84. (As 
shown in Figure 11, the backing substrate 52 further 

20 comprises a pair of inner longitudinal edges 83 once the 
backing substrate has been slit.) 
[0053] Figure 11 shows a plan view of the backing 
substrate 52 after the fastening adhesive 54 has been 
applied to the first surface 80, In a preferred embodi- 

25 ment, the fastening adhesive 54 is not applied to the en- 
tire first surface 80 of the backing substrate 52. Rather, 
it is preferred that the fastening adhesive 54 be applied 
continuously to the backing substrate 52 in zones, pref- 
erably at least a first zone 86 and a second zone 88. 

00 The area between the outer longitudinal edges 84 of the 
backing substrate 52 and the zones 86 and 88 of fas- 
tening adhesive 54 creates fixed regions 74 and 76. 
(These fixed regions 74 and 76 may be the portions of 
the tape tabs 40 that become permanently fixed to the 

35 absorbent article.) 

[0054] The first zone 86 and the second zone 88 are 
also preferably transversely separated about the longi- 
tudinal centeriine 200. This leaves a non-adhesive area 
75 between the first zone 86 and the second zone 88 

40 that may be utilized as a release tab 85. The release tab 
85, as shown In Figure 12 provides the user with a por- 
tion of the backing substrate 52 which is free of fastening 
adhesive 54 and preferably not adhered to the release 
substrate or any other element of the diaper 20. Thus. 

45 the user may grasp the release tab 85 and more easily 
open the tape tab 40. However, if the first zone 86 and 
the second zone 88 are not transversely separated 
about the longitudinal centeriine 200, alternative meth- 
ods of providing a release tab 85 are available. The 

50 methods include, but are not limited to, folding a portion 
of the backing substrate 52 adjacent the inner longitu- 
dinal edges 83 onto the fastening adhesive 54 disposed 
on the backing substrate 52 or coating the backing sub- 
strate 52 adjacent the inner longitudinal edges 83 with 

55 a release agent or material that will prevent the fastening 
adhesive 54 in the area adjacent the inner longitudinal 
edges 83 from adhering to the release surface 79 or any 
other elements of the diaper 20. (The release surface 
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79 is described in greater detail below.) 
[0055] As shown in Figure 11. the backing substrate 
52 is preferably slit along the longitudinal centerline 200, 
forming at least two backing substrate segments, 90 and 
92. (Embodiments are contemplated, however, wherein 
more than two zones of fastening adhesive 54 are ap- 
plied to the backing substrate and wherein the backing 
substrate is slit and divided into more than two backing 
substrate segments.) The backing substrate segments. 
90 and 92, are preferably separated transversely before 
they are directed to a taper unit. A taper unit cuts the 
backing substrate segments 90 and 92 into individual 
tape tabs 40. Each individual tape tab 40 has a fixed 
end 77 and a releasable end 78 (shown in Figure 12). 
The releasable end 78 preferably comprises the fasten- 
ing adhesive 54 applied to the substrate backing 52. The 
fixed end 77 preferably comprises one of the fixed re- 
gions 74 or 76 of the backing substrate 52 and is pref- 
erably free of fastening adhesive 54. This reduces the 
amount of fastening adhesive used and ensures that the 
fastening adhesive does not interfere with the bonding 
of the fixed end 77 to the absorbent article. 
[0056] The fixed end 77 of the tape tab 40 is preferably 
bonded to a surface of the absorbent article by a per- 
manent bond. The permanent bond may be formed by 
any means known in the art, including, but not limited to 
ultrasonic bonding, autogenous bonding, friction bond- 
ing, heat bonding, pressure bonding, heat and pressure 
bonding or adhesive bonding. (As used herein, the 
terms "permanent", "permanently joined" or "permanent 
bond" refer to bonds or means for bonding one element 
with another element, wherein the bond between the el- 
ements is meant to be relatively strong such that the el- 
ements will not generally become unjoined during nor- 
mal use of the product.) Although any bonding means 
known in the art may be used, it is preferred that the 
bond be a mechanical bond so as to create a surface 
that acts as a release surface 79 for the fastening ad- 
hesive 54 disposed on the releasable end 78 of the tape 
tab 40. (The area of the release surface 79 is preferably 
as large, or larger than the area of the releasable end 
78 tape tab 40 comprising fastening adhesive 54.) The 
release surface 79 provided by the bonded area permits 
the releasable end 78 of the one-piece tape tab 40 to 
be releasably stored without the use of any added re- 
lease agent or substrate. 

[0057] The bonded area of the fixed end 77 need only 
be large enough to ensure that the tape tab 40 will be 
securely fixed to the absorbent article once the mechan- 
ical bonding process is complete. The fixed end 77 of 
the tape tab 40 may be joined to the topsheet 22 or the 
backsheet 24 of the absorbent article. Further, the fixed 
end may be joined between the topsheet 24 and the 
backsheet 26. or to any other element of the absorbent 
article. One preferred embodiment is shown in Figure 
12, wherein the fixed end 77 of the tape tab 40 is joined 
to the topsheet 24 of the absorbent article. 
[0058] In an especially preferred embodiment, as 



shown in Figure 12. at least a portion of the ear flap 30 
in the vicinity of the fixed end 77 of the tape tab 40 is 
mechanically manipulated to provide the release sur- 
face 79. (As used herein, the term "mechanical manip- 

5 uialion" refers to the process of changing the physical 
attributes of a substance by means including, but not 
limited to, heat, pressure, heat and pressure, friction, 
ultrasonics or embossing.) This may reduce the amount 
of the tape tab 40 needed for the fixed end 77. reducing 

10 the cost of the tape tab and thus, the cost of the absorb- 
ent article. In such embodiments, the fixed ends 77 of 
the tape tabs 40 may be joined to the absorbent article 
by the means used to create the mechanically manipu- 
lated region of the ear flap 30, or by means other than 

15 those used in the mechanical manipulation. Thus, the 
fixed end 77 may be joined to the ear flap 30 by any 
means known in the art. including those described here- 
in, such as adhesives. One adhesive suitable for bond- 
ing the fixed end 77 of the tape tab 40 is the hot melt 

20 adhesive HL-1358 manufactured by the H.B. Fuller 
Company of St. Paul, Minnesota. 
[0059] While particular embodiments of the present 
invention have been illustrated and described, it would 
be obvious to those skilled in the art that various other 

25 changes and modifications can be made without depart- 
ing from the scope of the invention. It is therefore intend- 
ed to cover in the appended claims all such changes 
and modifications that are within the scope of this inven- 
tion. 

30 . 

Claims 

1. A disposable article (20) to be worn about a wear- 
35 er's torso having a front waist region (36), a rear 
waist region (38) and a crotch region (37) located 
therebetween, the absorbent article comprising: 

a chassis having a pair of opposed longitudinal 
40 edges (17), said chassis including a liquid per- 

meable topsheet (22) and a liquid impermeable 
backsheet (24) joined with said topsheet; 

a tape tab (40) having a fixed end and a releas- 
45 able end. 

an ear fiap (30) extending laterally outwardly 
from one of said longitudinal edges in at least 
said rear waist region, characterized in that at 
50 least a portion of said ear flap is embossed to 

provide a release surface; and 

said fixed end of said tape tab is joined to said 
ear flap adjacent said embossed portion of said 
55 ear fiap such that said releasable end of said 

tape tab may be releasably joined to said em- 
bossed portion of said ear flap. 
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2. The disposable article of Claim 1 wherein said fixed 
end of said tape tab is bonded to said ear flap by a 
mechanical bond selected from the following group: 
heat bonding, pressure bonding, heat and pressure 
bonding, ultrasonic bonding, friction bonding, or au- 
togenous bonding: said mechanical bond forming 
at least a portion of the area to which said fastening 
adhesive can be releasably attached. 

3. The disposable article of Claim 1 wherein said fixed 
end of each of said tape tabs is joined to said ab- 
sorbent article by an adhesive. 

4. The disposable article of any of the preceding 
claims wherein said fixed end is bonded to said top- 
sheet, said backsheet or between said topshest and 
said backsheet of said absorbent article. 

5. The disposable article of any of the preceding 
claims wherein said releasable end of said tape tab 
comprises an adhesive selected from the following 
group: pressure-sensitive adhesive, cohesive, wa- 
ter based adhesive, solvent based adhesive. 

6. The disposable article of any of the preceding 
claims comprising an ear flap extending outwardly 
from each of said opposing longitudinal edges and 
a tape tab joined to each of said ear flaps. 



PatentansprQche 

1. Einwegartikel (20), der um den Rumpf eines TrS- 
gers herum getragen werden kann, mit einer vorde- 
ren Taillenregion (36), einer hinteren Taillenregion 
(38) und einer dazwischen liegenden Schrittregion 
(37), wobei der absorbierende Artikel aufweist: 

ein Chassis mit einem Paar gegenuber liegen- 
der LangsrSnder (17). wobei das Chassis eine 
flussigkeitsdurchiassige Oberschicht (22) und 
eine mit der Oberschicht verbundene flussig- 
keitsundurchiassige Unterschicht (24) umfafit; 

etnen Bandstreifen (40) mit einem fixierten En- 
de und einem lOsbaren Ende. einer FlOgelklap- 
pe (3c), die sich von einem der Ldngsrdnder in 
wenigstens der hinteren Taillenregion seitlich 
nach auBen erstreckt, dadurch gekennzeich- 
net. daB wenigstens ein Bereich der Flugel- 
klappe geprdgt ist, um eine Abl&seoberfldche 
zu schaffen, und 

wobei das fixierte Ende des Bandstreifens an- 
grenzend an dem geprSgten Bereich der FIQ- 
gelktappe mit der FIQgelklappe verbunden ist, 
derart, daB das iOsbare Ende des Bandstrei- 
fens mit dem geprSigten Bereich der FIQgelklap- 



pe I6sbar verbunden werden kann. 

2. Einwegartikel nach Anspruch 1 . in welchem das fi- 
xierte Ende des Bandstreifens mit der FIQgelklappe 

5 durch eine mechanische Bindung verbunden ist, 

die ausgewahlt ist aus der folgenden Gruppe: War- 
mebindung, Druckbindung, Warme- und Druckbin- 
dung, Ultraschallbindung, Reibungsbindung Oder 
autogene Bindung; wobei die mechanische Bin- 
to dung wenigstens einen Bereich der Fldche bildet. 
an welcher das Befestigungshaftmittel Idsbar ange- 
bracht werden kann. 

3. Einwegartikel nach Anspruch 1 , in welchem das fi- 
ts xierte Ende jedes Bandstreifens mit dem absorbie- 

renden Artiket durch ein Haftmittel verbunden ist. 

4. Einwegartikel nach einem der vorstehenden An- 
sprCiche, in welchem das fixierte Ende mit der Ober- 

20 schicht. der Unterschicht Oder zwischen der Ober- 
schicht und der Unterschicht des absorbierenden 
Artikels gebunden ist. 

5. Einwegartikel nach einem der vorstehenden An- 
25 sprQche. in welchem das lOsbare Ende des Band- 
streifens ein Haftmittel aufweist, ausgewahlt aus 
der folgenden Gruppe: druckempfindliches Haftmit- 
tel, Kohasivmittel, auf Wasser basierendes Haftmit- 
tel, auf LSsungsmittel basierendes Haftmittel. 

30 

6. Einwegartikel nach einem der vorstehenden An- 
spruche, mit einer FIQgelklappe, die sich von jedem 
der gegenOber liegenden Langsrander nach auBen 
erstreckt, und einem Bandstreifen, der mit jeder der 

35 Flugelklappen verbunden ist. 

Revendications 

40 1. Article jetable (20) destine d dtre port6 autour du 
torse d'un utilisateur, et ayant une region de ceintu- 
re avant (36), une region de ceinture arri^re (38) et 
une region d'entrejambe (37) situ6e entre ces der- 
nidres, Particle absorbant comprenant : 

45 

un chassis ayant une paire de bords longitudi- 
naux opposes (17), ledit chassis comprenant 
une feuilte de dessus (22) permeable aux liqui- 
des et une feuille de fond (24) impermeable aux 

50 liquides, r^unie d ladite feuille de dessus ; 

une patte ^ ruban (40) ayant une extr6mit6 fixe 
et une extr^mit^ detachable, 
un rabat en forme d'oreille (30) s'^tendant dans 
ia direction latSrale vers I'exterteur depuis I'un 

55 desdits bords longitudinaux, au moins dans la- 

dite region de ceinture arri^re, 

caracterise en ce que : 
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au moins une partie dudil rabat en forme 
d'oreille est gaufr6e pour former une surface de 
degagement ; et 

ladite extr^mit^ fixe de ladite patte d ruban est 
rSunie audit rabat en forme d'oreille, en conti- 5 
gu'it^ de ladite partie gaufr^e dudit rabat en for- 
me d'oreille. si bien que ladite extrdmit^ d6ta- 
chable de ladite patte d ruban peut dtre r^unie 
de maniere detachable d tadite partie gaufr6e 
dudit rabat en forme d'oreille. io 

Article jetable seton la revendication 1, dans lequel 
ladite extr^mite fixe de ladite patte d ruban est reliee 
audit rabat en forme d'oreille par une liaison m6ca- 
nique choiste dans le groupe suivant : une liaison d is 
la chaleur. une liaison par pression, une liaison par 
chaleur et pression, une liaison par ultrasons, une 
liaison par frottement, ou une liaison autog^ne ; la- 
dite liaison m^canique formant au moins une partie 
de la region sur laquelle ledit adh^sif de fixation 20 
peut 3tre 0x6 de maniere detachable. 

Article jetable selon la revendication 1 . dans lequel 
rextr6mit6 fixe de chacune desdites pattes ci ruban 
est r6unie audit article absorbent par un adhesif. 25 

Article jetable selon Tune quelconque des revendi- 
catlons pr^c^dentes. dans lequel ladite extr6mit6 
fixe est relive d ladite feuille de dessus, d ladite 
feuille de fond, ou bien entre ladite feuille de dessus 30 
et ladite feuille de fond dudit article absorbant. 

Article jetable selon Tune quelconque des revendi- 
cations pr6c6dentes, dans lequel ladite extr6mit6 
detachable de ladite patte d ruban comprend un ad- 35 
h6sif choisi dans le groupe suivant : un adhdsif sen- 
sible d la pression, un agent de cohesion, un adhe- 
sif d I'eau, un adhesif au solvant. 

Article jetable selon Tune quelconque des revendi- 40 
cations pr6c6dentes, comprenant un rabat en for- 
me d'oreille s'6tendant vers rext6rieur d partir de 
chacun desdits bords longitudinaux opposes, et 
une patte d ruban r^unie d chacun desdits rabats 
en forme d'oreille. 45 
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